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CERAMIC BOTTLE FOR PLASTIC CORK 



BACKGROUND OF TBDE INVENTION 

5 Field of the Invention: 

The present invention relates to a ceranric bottle for plastic cork that forms 
screw-like projection at the entrance of the ceramic bottle so that the fonned plastic cork 
blocks the entrance of the ceramic botde with the plastic cork in which screw-like 
projection is fonned, and to the manufecturing method of fonning screw-like projection 

10 at the entrance ofthe ceramic bottle. 

Descriptf "" «f the Prior Art; 

Generally, the present invention pertains to the manufecturing method used to 
fonn screw-like projection at the entrance of ceramic bottle and on the ceramic for 
15 plastic cork so that they can block the entrance of ceramic bottle with the plastic cork, 
fonned with screw-like projection by fonning screw-like projection at the entrance of 
ceramic bottle. 

To manufecture existing ceramic bottle, division into the left and right should take place 
as shown on Figure 1 or Figure 2. and the hmer skle needs to combine with the plastic 
20 framework (2) (3). produced in the same way at the exterior of the ceramic bottle (1). 
Moreover, combination with the upper part ofthe aforementioned plaster fiamework 
(2) (3) should take place. 
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Fimnel-diaped plaster framework (5) where fonnel-shaped main entrance (4) is formed 
shaU be included to assemble fonnel-sbaped plaster framework (5) at the upper part at a 
state when plaster framework (2) (3) is assembled. Then, slq) shaU be filled at the imier 
side of the plaster framework (2) (3) with aforementioned main entrance (4). After 
5 specified time lapses by, ceramic bottle (1) is formed inside the plaster framework (2) 
(3) with specific, conastent thickness. When the thickness of the aforementioned 
ceramic bottle (1) forms into a desired thickness, then the entire framework is turned 
over to discharge slip filled withm the plaster fiamework (2) (3). Afl^r specific period 
of time is lapsed by, fiinnel-shaped plaster framework (5) and plaster framework (2) (3) 
10 are removed to undergo plasticity process for ceramic bottle (1). Accordingfy, slip 
casting method that produces ceramic bottle (1) with utility value is used. 
Ceramic bottie (1), produced by aforementioned sSp casting method, contains a 
smoothly formed inner side of the entrance (6). Therefore, cork (7) is used to block 
the aforementioned entrance (6). 
15 Cork (7) is hi^ porous and tends to break easily since it is made of natural tree 
covering, and shall be used by attaching covering (8) made of ceramic or plastic. 
However, there are unsanitary aspects since the process of attaching the cork (7) onto 
the covering (8) is con5>lex and diflacult. 

Moreover, when cork (7) is use4 air-tightness lags behind due to the nature of 
20 the cork Moreover, beauti^ of the exterior is very difficult, and the re-use of cork 
(7) used once is difiBcuIt since the cork is contracted. 
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SUMMARY OF THE INVENTION 

The present invention pertains to the manufecturing method used to form screw- 
like projection at the entrance of ceramic bottle and on the ceramic for plastic cork so 
that they can block the entrance of ceramic botfle with the plastic cork, formed with 
screw-like projection by forming screw-like projection at the entrance of ceramic bottle. 
To manufecture existing ceramic bottle, division into the left and right should take place 
as shown on Figure 1 or Figure 2. and the inner side needs to combine with the plastic 
framework (2) (3), produced in the same way at the exterior of the ceramic bottle (1). 
Moreover, comWnadon with the upper part of the aforementioned plaster framework 
(2) (3) should take place. Funnel-shaped plaster frameworic (5) \v*ere fimnel-shaped 
main entrance (4) is formed shall be inchided to assemble fiinnel-shaped plaster 
framework (5) at the upper part at a state vAnsa plaster framework (2) (3) is assembled. 
Then, s]ip shall be filled at the inner side of the plaster fiamework (2) (3) with 
aforementioned main entrance (4). After ^ecified time lapses by, ceramic bottie (1) is 
formed inside the plaster framework (2) (3) with specific, consistent thickness. When 
the thickness of the aforementioned ceramic bottle (1) forms into a desired thickness, 
then the entire framework is turned over to discharge sUp filled within the plaster 
frameworic (2) (3). After specific period of time is l^sed by, fimnel-shaped plaster 
framework (5) and plaster framework (2) (3) are removed to undergo plasticity process 
for ceramic bottie (1). Accordingly, slip casting method that produces ceramic bottie 
(1) with utility value is used. 

Cerannc bottle (1), produced by aforementioned sUp casting metiiod, contains a 
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smoothly formed irnier side of the entrance (6). Therefore, cork (7) is used to block 
the aforementioned entrance (6). 

Cork (7) is highly porous and tends to break easily since it is made of natural tree 
covering, and shall be used by attaching covering (8) made of ceramic or plastic. 
However, there are unsanitary aspects since the process of attaching the cork (7) onto 
the covering (8) is complex and diflBLcult. 

Moreover, when cork (7) is used, air-tightness lags behind due to the nature of 
the cork. Moreover, beautiJ^ing of the exterior is very difBcult, and the re-use of cork 
(7) used once is diflScult smce the cork is contracted. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The aforementioned aspects and other features of the present invention will be 
explained in the foUowing description, taken in conjunction with the accon5>airying 
drawings, wherein: 

Figure 1 : sectional view that explains naanufacturing of existing ceramic bottle 
Figure 2: diagram on the forming state of existing ceramic bottle 
Figure 3: sectional view on the status of existing ceramic bottle cork's blockage 
F^ure 4: diagram of the present invention's ftinnel-shaped plaster framework 
Figure 5: sectional view of funnel-shaped plaster framework's state of assembly 
pertaining to the present invention 

Figure 6: sectional view on the state of separating screw pipe from the present 
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invention's funnel-shaped plaster framework 

Figure 7: sectional view of a state in ^ch the present invention's screw pipe is inserted 

Figure 8: sectional view of a state in which screw pipo is incinerated from the present 
invention's ceramic bottle 

Figure 9: sectional view on a state in which the present invention's plastic cork is 
blocked 

Figure 10: frontal view on the example of executing medium for combination for the 
present invention 

[E7q)lanation of Symbols on the Figure's Key Parts] 

1 : ceramic bottle 2,3 : plaster framework 

5 : frinnel-shaped plaster framework 

6 : entrance 11,15: screw-like projection 
14 : screw pipe 16 : plastic cork 

DETAILED DESCRIPTION OF PREFERRED EMBODIMENTS 
The present invention will be described in detail by way of a preferred 
embodiment with reference to accompanying drawings. 

The present invention forms screw-like projection towards the inner side of the 
ceramic bottle at the time of ceramic bottle production. When it pertains to plastic cork, 
screw-like projection is formed towards the outer side so that plastic cork can be used 
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to air-tight the entrance of the ceramic bottle. 

The present invention results from the following process; installation of medium 
for combination at the lower part of funnel-shaped plaster framework's main entrance; 
installation of screw pq)e vfbeie screw-like projection is formed, onto aforementioned 

5 medium for combinatiom then productbn of ceramic bottle so that aforementioned 

screw pipe is situated at the entrance of ceramic bottle; undergo plasticity process while 
screw pipe is inserted onto produced oxtrance of ceramic bottle so that screw-like 
projection is formed from the inner side of ceramic bottle's entrance. The present 
inveaotion enables the air-tightening of ceramic bottle's entrance with plastic cork by 

10 using sorew-like projection. 

The present invaition formed screw-like projection (1 1) at the entrance (6) of 
ceramic bottle (1), produced wMi slq) casting method so that plastic cork (16), formed 
with screw-like projection (1 5), can air-tight the entrance (6) of the ceramic botfle (1) 
by using the formed plastic cork (1 6) in the form of tightening the scarew. 

15 screw-like projection (1 1) is formed at the inner side of entrance (6) of the present 

invention's ceramic bottle (1), and screw-like projection (15) is formed on the cork (16) 
that blocks the entrance (6) of the aforementioned ceramic bottle (1) to btock the 
^trance (6) of the ceramic bottie (1) by using plastic cork (16) through the combination 
of screw-like projection (11) (15). 

20 Here, screw-like projection (1 1), formed on ceramic bottle (1), and the screw-like 

projection (15) of the plastic cork (16) are combined or such combination is removed 
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when they are turned. Air-tightening is realized when plastic cork (16) is blocked. 

When the air-tightening of ceramic bottle (1) and plastic cork (16) is doubtful, and then 
install siHcon packing (17) at the lower part of the plastic cork (16) so that silicon 
packing (17) is situated between the ceramic bottle (1) and plastic cork (16) to ensure 
inq^eccable air-tightening. 

The production method of ceramic for plastic cork for the present invention is 
comprised of the following processes; process of combining screw p5>e (14), installed at 
the lower part of the funnel-shaped plaster jB:amework(5)'s main entrance (4) with 
screw pipe (14); process of inserting slip by placing funnel-shaped plaster framework (5), 
combined with aforementioned screw pipe (14), on the upper part of the plaster 
framework (2) (3); process of pouring slip vAica the thickness of ceramic bottle (1) is 
foraied between the plaster framework (2) (3) and screw pipe (14); process of 
separating plaster framework (2) (3) and funnel-shaped plaster framework (5) when 
aforementioned ceramic bottle (1) hardens so that screw pipe (14) is inserted into the 
entrance (6) of the ceramic bottle (1); and the process of forming screw-like projection 
(1 1) at the entrance (6) of the ceramic bottle (1) by imdergoing plasticity process for the 
ceramic bottle (1) vAicro screw pipe (14) is inserted. 

When it pertains to funnel-shaped plaster framework (5), funnel-shaped main entrance 
(4) is formed at the inside, and installation of medium for combination takes place at the 
lower part of the aforementioned main entrance (4), Formation of aforementioned 
medium for combination is based on the combination pipe (12) or combination 
projection (12). When combination pipe (12) is installed at the fiinnel-shaped plaster 
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framework (5), screw pipt (14) is combined by being externally inserted into the 
combination pipe (12). and when combination projection (13) is installed into funnel- 
shaped plaster framework (5), the combination takes place by being inserted into the 
combination groove (18), formed on screw pipe (14). 
5 The present invention's medium for combination may take place by using other mediums 
besides the aforementioned combination pipe (12) or combination projection (13), but 
these shall inchide a structure whereby screw pipe (14) can be attached. 
The present invention's screw pipe (14) is made with materials such as plastic, resin and 
starch that can be destroyed by fire when heat is exerted. Screw pipe (14) shall be 
10 destroyed by fire during the process of incineration for ceramic bottie (1). 

The following is the production method for the ceramic bottle (1) of the present 
invention. 

First of all. the process of assembling plaster framework (2) (3) is comparable to that of 
existing slip casting. In the present invention, medium for comlrination is installed at 
15 the lower part of tiie fiinnel-shaped plaster framework (5) to combine witii screw pipe 
(14). 

When combination pipe (12) is fonned at tiie lower part of the fonnel-shaped plaster 
firework (5), combine by circulating with screw pipe (14) attached on. When 
combination projection (13) is formed at the lower part of the fimnel-sh^ed plaster 
20 framework (5), tiien combine by circulating after inserting into tiie combination groove 
(18) of the screw pipe (14). 
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When screw pipe (14) is combined with the lower part of the fiinnel-shaped plaster 
framework (5) using medium for combination, install funnel-shaped plaster framework 
(5) in a way so that the aforementioned screw pipe (14) is situated at the inside of 
plaster framework (2) (3). Then, insert sUp into the inner part of the plaster framework 
5 (2) (3) through the main entrance (4) of the aforementioned fimnel-shaped plaster 
framework (5). 

When slip is fifled inside the plaster framework (2) (3) and fiinnel-shaped plaster 
framework (5), then ceramic bottle (1) of specific thickness shall be formed after 
specific time lapses by. When the time needed for the fi)rmatk)n of deshed ceramic 
10 bottle (l)'s thickness at the interior of the plaster framework (2) (3) lapses by, discharge 
sHp, filled in the plaster framework (2) (3) by lifting plaster framework (2) (3) up side 
down. 

When the slip, filled in the plaster fiamework (2) (3), is discharged, then return plaster 

framework (2) (3) into its origmal position. Then, remove fimnel-shaped plaster 
15 framework (5)'s medium fi)r combination to separate screw pipe (14), and lift out 

fimnel-sh^ed plaster fiamework (5) to separate into plaster fiamework (2) (3) again. 

Then, ceramic bottle (1) is formed at a state whereby screw pipe (14) is inserted into the 

entrance (6), which leads to the birth of conq)lete ceramic bottle (1) after going through 

the drying and plasticity processes, 
20 Plasticity process is undergone at a state whereby screw pipe (14) is inserted into the 

entrance (6) of aforementioned ceramic bottle so that screw pipe (14) maybe completed 



9 



wo 03/089322 PCT/KR03/00703 
destroyed by fire during the above mentioned process due to heat. 
Then, screw-like projection (1 1) is formed at the entrance (6) of ceramic bottle (1), 
which coincides with the external view of the screw pipe (14), and which in turn is 
produced at a specific, consistent measurement since screw pipe (14) is produced in a 
consistent manner. 

When the ceramic bottle (1), formed with screw-like projection (1 1) at the entrance (6), 
completed, the screw-like projection (15) is formed on the plastic cork (16) to ensure 
combination among screw-like projections (11) (15). Therefore, entrance (6) of 
ceramic bottle (1) is blocked with plastic cork (16). 

Here, air-tightening of ceramic bottle (1) with plastic cork (16) is made inq)eccable. 
However, when doubtfiil, use silicon packing (17) to air-tight with plastic cork (16) 
from the upper part of the cerannc bottle (1) to ensure a more con?>lete air-tightening. 
As mentioned above, the abihty to tighten the entrance (6) of ceramic bottle (1) by using 
plastic cork (16) in a form of screwing in by forming screw-like projectfon (11) is not 
limited to the ceramic bottle (1). AppUcation can be made on the ceramic container 
with wide entrance and other products such as ceramic container and related products. 
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